178   Engineering Materials, Machine Tools and -Processes

If a quick-acting reverse drive is provided to the lead-screw, it can be
used for the return of the saddle but only if the clutch by which the
drive is engaged or disengaged is capable of engagement in one position
only.

When a landing groove cannot be provided and the thread comes
to a dead end, the lathe must be stopped when the tool approaches
the end of the thread and the spindle pulled round the last turn or
two by hand ; this emphasises the importance of providing landing
grooves.

Taper Turning. Tapered or conical parts can be machined in three
different ways and the choice of method will depend chiefly on the magni-
tude of the included angle of the taper and on whether a lathe having a
taper attachment is available. For sharp tapers (i.e. having a large
included angle) and for short slow ones the simplest method is to set the
top slide round to the appropriate angle on the swivel and to feed the
tool, by hand, along the top slide. For slow tapers an alternative method

FIG. 156.

is to " set over " the tailstock by an appropriate amount; this clearly
makes the axis of rotation of the work lie at an angle to the line of travel
of the saddle and thus makes the work tapered. Clearly this method is
limited to quite slow tapers. The remaining method is by means of a
taper turning attachment and the principle of this is shown in Fig. 156,
Between the saddle A and the slide-rest assembly is an auxiliary cross-
slide B which during cylindrical turning is clamped to the saddle, the
tool being adjusted by sliding the slide-rest assembly on the auxiliary
slide B by means of the screw C and handwheel D. For taper turning
the slide B is undamped from the saddle and is clamped at G to the